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Quantity: 


PN: 


Aircraft: 


Description: 


Supplier: 


Color: 


WO#: 


Aero Design Ltd. 
9888 A Malaspina Rd., Powell River, BC 
V8A 0G3, 604-483-AERO (2376) 


1 
76423-Oil ' 
Eurocopter 
Mode!: AS350 
Mount Hoop 
Aero Design 
N/A 


2014-19 
PO# N/A 


Quantity: 


PN: 


Aircraft: 


Description: 


Supplier: 


Color: 


WO#: 


Aero Design Ltd. 
9888 A Malaspina Rd., Powell River, BC 
V8A 0G3, 604-483-AERO (2376) 


1 
76423-0^ 1 


Eurocopter 
Mode!: AS350 
Mount Hoop 
Aero Design 


N/A 


2014-19 
PO# N/A 


CARGO BASKET BODY FABRICATION - COMMON 
tï^ 
h^ h 


General 
^( 
coUi ^ ^ 


These instructions appiy to al! cargo basket body assemblies. Refer to the foliowing drawings, at the current 


revision, for dimensions and détails: 


Bell 206L/407 - 
Right side only 
69811, Revision 3-Standard Low Mounted Basket 
94511, Revision 0 - 
Extra-Wide Low Mounted Basket 
94611, Revision 0- 
Extra-Wide Low Mounted Ski Basket 
76611, Revision 0-High Mounted Ski Basket 
Options 
70404, Revision 2 - 
Front end cutout - 
698 
70411, Revision 0 - 
Front end cutout - 
945/946 


Eurocopter AS350/AS355 - 
left or right 
77611, Revision 1-Short Basket 


-3? 76411, Revision 3 - 
Médium Basket (left or right) 
78411, Revision 2 - 
Long Basket 
94011, Revision 0- 
Extra Large (ski) Basket 


—v* Options 
70406, Revision 2 - 
Front end cutout - 
764/776/784/940 


Robinson R44 - 
left or right 
90611, Revision 0-Standard Basket (left or right) 


Bell 206B - 
right side only 
80211, Revision 0-Short Basket 
80311, Revision 0-Médium Basket 
81111, Revision 0- Long Basket 
Options 
70406, Revision 2 - 
Front end cutout - 
802/803/811 


Bell 429 - 
right or left 
95911, Revision 0-Standard Basket 


Bell Médium - 
left or right 
75111, Revision 0-Standard Basket 
95511, Revision 0- 
Extra Large (ski) Basket 


Options 
70407, Revision 1 - 
Front end cutout - 
751 
704, Revision - 
Front end cutout - 
955 


MD600 
82811, Revision 0-Standard Basket 


Options - 
Applicable to ail models 
70403, Revision 5 - 
Auxiliary Latch 
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CARGO BASKET BOOY FABRICATION - COMMON 
Complété 


* 
(initial or SCA#) 
WorkOrder: 


Date Open: 
i^{(o 


1. Rim Assembly-Basket Body 
/IP 


a. Cut and fit Y*" x 0.035 material to fit rim jig. 


i. 1 or 2 lid prop bushing holes in short tube - 
refer to drawing 


b. Record material PO on attached material list. 


c. Remove writing on tubes with acetone and scotch bright. 


d. For extra large baskets - 
drill #30 (0.129) vent holes to vent stringer tubes into rims. 


e. 94611 (206L/407XL ski) only - 
drill for 4 threaded bushings before assembling rim. 


2. Weld Rim Assembly. 
"OS /4 


a. Record welding rod PO on attached material list. 


b. 94611 (206L/407XL ski) only - 
weld 4 threaded bushings into inboard rim tube. 


3. Inspection 


a. Rim for complété welds 


4. Frame assembly-body 


a. General 


i. Vent holes shall be #30 (0.129), and located inside the structure wherever possible to 


allow venting of weld gasses through existing holes (i.e. lid prop bushing, hoops, etc.) 


b. Grind corner welds from step 2 on rim to allow hoops to sit flat. 


c. Pull required hoops from stock - standard, attachment, handie. 


i. If hoops are not in stock see detailed procédure sheet for spécifie hoop fabrication. 


ii. Ensure vent hole is located at centre of tube to vent spine tubes. 


d. Assemble hoops with attachment lug locating jig and hoop spacing Jig. 


i. Ensure correct order and orientation of hoops. Refer to drawing. 


1. Attachment lugs are on inboard side. 


2. Handie bracket bushings are on outboard side, second hoop from both ends. 
May be on attachment hoops. 


ii. Run 3/8-24 tap into attachment lugs to ensure clear threads. 


iii. Boit attachment lug locating jig to attachment hoops with 3/8-24 bolts. 


iv. Attach inboard and outboard hoop spacing jigs to ail hoops using 1" C-clamps. Raise jigs 
approximately 2" off table to allow room to weld around hoops. 


V. Attach bottom (spine) jig to ail hoops using 1" C-clamps along the centre line of the 


basket. Ensure jig is straight prior to tightening ail clamps. 


e. Cut Yi" X 0.035 material to fit spine jig. 


f. Cut 34" X 0.035 material for strut to fit from lower inboard attachment to upper outboard rim. 


i. Refer to applicable drawing for position, not required on some baskets. 


g. Option: Cut 34" x 0.035 material for front end cutout. Record material PO on attached material 


list. 


h. 90611 (R44) only: Cut 34" x 0.035 material to fit front end structure. Record material PO on 


attached material list. 


i. 
Drill vent holes into attachment hoop and/or rim to vent strut(s) and front end cutout. 
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CARGO BASKET BODY FABRICATION - COMMON 
Complété 


(initial or SCA#) 


J. Record hoop WOs and material POs on attached material list. 


k. Remove writing on tubes with acetone and scotch bright. 


I. 
Insert rim assembiy into jig and set frame assembly onto rim. Ensure correct orientation of lid 
prop bushings in rim to frame. Bushing hole must be doser to attachment side. 
m. Align hoops to rim in accordance with drawing. General positions: 


i. Extra large baskets 


1. inboard side of hoops (attachment side) aligns to OUTSIDE of rim 


2. outboard side of hoops (handie side) aligns to INSIDE of rim 


3. forward and aft hoops align to INSIDE of rim 


ii. Ail other baskets 


1. inboard side of hoops (attachment side) aligns to INSIDE of rim 


2. outboard side of hoops (handie side) aligns to INSIDE of rim 
3. forward and aft hoops align to INSIDE of rim, except R44 


5. TIG weld frame to rim assembly. 
J\ P 


a. Ensure lug locating jig and hoop locating jigs are in place. Jigs must remain in place for as long 


as practical during welding. 


b. Strut tubes and front end cutout (see step 4.f. and g.) must be welded in place after the hoops 
are welded to the rim. Jig(s) must be in place prior to welding strut tubes. 


c. Robinson R44 (90611) requires fitting and welding of forward end after remainder of basket 
frame is welded. Use Jig to support front hoop. 
d. Record welding rod PO on attached material list. 


6. Inspection 
A 
/^j) 


a. Frame assembly for complété welds. 


7. Mesh assembly. 


a. Pull sheet of expanded mesh from stock. Record material PO on attached material list. 


b. Cut mesh to size for body. 


c. Remove surface rust with scotch-brite. 
d. Bend body mesh - 
use table with bend markings on top. Lock wheels on table. 


i. For extra wide baskets only - 


1. Set 
angle along edge of table under mesh sheet. Set 1.5" square tube on top 
of mesh aligned with angle on edge of table. Clamp in place with 6" C-clamps. 


2. Bend upper edge of sheet Just past a cell intersection to make a flange 2.5" - 
3.25" wide. Gloser to 2.5" is preferred, full cell intersection on flange side at 
bend is required. 
3. Bend down by hand as far as possible, then use a hammer to flatten the bend 


tight against the angle on the edge of the table. 


ii. Using markings on table, align sheet to indicated edge. 


iii. Using markings on table, align 3" tube to required position and clamp tube in place. 


iv. Bend mesh by hand tightiy over tube along length of tube. 


V. Keeping mesh in place, un-clamp 3" tube, move to other position and clamp tube in 


place. 


vi. Bend mesh by hand tightiy over tube along length of tube. 


e. Install attachment lug jig onto basket frame. 
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CARGO BASKET BODY FABRICATION - COMMON 
Complété 


(initial or SCA#) 


f. Ensure end struts are welded in basket frame if required by the drawing. 
g. Insert mesh into basket. 


i. General 
1. Some cells may interfère with correct positioning, especially at the upper corners 
and around struts. Bend cell(s) in as required, do not eut cells off. 


2. Ideally welds will be located on mesh intersections. Shift mesh if possible to 


minimize welds located off mesh intersections. 
3. Ensure mesh reaches ail edges of basket BEFORE trimming. Regardiess of 
progress in clamping, remove clamps and shift mesh if required. 
4. Ensure cleco clamps are placed from the inside of the basket to allow removal 
during welding. Cleco clamps may be used from the outside during fitting, but 
must be removed prior to welding. 


ii. Extra large baskets only - 
seat corner of mesh with flange into inboard upper corner of 
frame. Use C-clamps on edge of flange as required to maintain tight fit. 


iii. Starting at inboard top edge of basket, clamp mesh to hoop near top rim using cleco 
clamps onto hoops. For regular size baskets, edge of mesh should sit approximately half 
way up rim tube. 


iv. Working down the inboard side, clamp mesh to hoops with cleco clamps. Clamp down 
into radius of hoop and continue clamping as required to maintain tight fit in corner of 
hoop. After the corners are tight, two clamps just onto the radius on both ends should 
be sufficient to hold the corner tight, remove ail extra clamps. 


V. Clamp mesh to spine in at least 1 place per section. 


vi. Working up the outboard side, clamp the mesh into the radius of hoop and continue 
clamping as required to maintain tight fit in corner of hoop. After the corners are tight, 
2 clamps just onto the radius on both ends should be sufficient to hold the corner tight, 
remove ail extra clamps. 


vii. Trim upper outboard edge of mesh if required, edge of mesh must be low enough on 
rim tube to prevent the weld from protruding above the edge of the rim. Some sheets 
are tapered and may require % 
to 1 cell to be removed over some or ail of the length of 
the basket. De-burr eut edges with a sanding dise on a die-grinder. Straighten eut cells 
with duck-bill pliers, Clamp mesh near upper edge to hoops with cleco clamps after 


trimming. 


viii. Trim ends to land on hoops, at mesh intersections if possible. 


h. Cut mesh to fit ends. Record material PO on attached material list. 


i. Remove surface rust with scotch-brite. 


ii. Ensure mesh is cut at intersections where possible. 


iii. Bend top edge of mesh l/8"-3/16" down at 45 degrees 


iv. Cut for front end cutout if required. 


i. 90611 (R44) only: Cut mesh to fit upper forward end. Record material PO on attached material 


list. 


i. Remove surface rust with scotch-brite. 


ii. Ensure mesh is cut at intersections where possible. 


iii. Bend top edge of mesh 1/4" down at 60 degrees. 


iv. Fit mesh to front end of basket. 
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' 
CARGO BASKET BODY FABRICATION - COMMON 
Complété 
^ 
(initial or SCA#) 
8. Weld mesh to frame assembly par drawing. 
/4D~<^S~ 


a. Ensure lug locating jig is in place prier to welding. 


b. General welding requirements for ail baskets, MIG welding: 


i. Every intersection at top edges. 


ii. Every intersection at ends. 


iii. First 5 intersections down on hoops, then every second intersection. 


iv. Every intersection along spine. 


V. Extra large baskets - 
every intersection along corner. 


vi. Every intersection around ends 


vii. Every intersection along struts (if applicable) 


c. Bend and trim cells bent in to fit mesh as required and weld in position. 


d. Grind high spots off body mesh welds on ends before welding end mesh. 


e. 90611 (R44) on/y-weld lid prop bushing (step 9) into rim BEFORE welding upper mesh on 
forward end of basket assembly. 


f. Record welding rod PO on attached material list. 


9. Weld basket components 
— 


a. TIG weld lid prop bushing(s), one or two par drawing. 
/i'' 


i. Record welding rod PO on attached material list. 


ii. Record lip prop bushing WO on attached material list. 


b. TIG weld caps to close top of 1" hoops as applicable. 


c. 94611 (Bell206L/407 XL ski) only: eut rim over cross tube gap. 


i. Cut inboard rim on aft end. Grind flush with hoops. 


ii. TIG weld caps on open tubes. 


iii. Record cap material PO on attached material list. 


d. 95911 (Bell 429) only: placard bracket to forward upper corner of basket. 


i. Record welding rod PO on attached material list. 


ii. Record placard bracket WO on attached material list. 


10. Clean up 
èOzCyf' 


a. Grind high spots off mesh welds. 


b. Tighten mesh using spécial pliers. Tighten enough to remove "oil canning", where mesh springs 


in or out. Do not tighten in corners of hoops, mesh will be deformed. 


c. Drill #9 through lid prop bushing(s). De-burr hole(s). 


d. Remove surface rust with scotch-brite pad. 


11. Final Inspection 
To be completed by a différent person than the previous steps. 


a. Basket body assembly for complété welds, and required minimum mesh weld locations. 


b. Filled vent holes - 
usually on hoops 


c. Overall condition and conformity to drawing(s). 
Hoops for height. 
Rim forwidth and length and alignment. 


Lid prop lugs in correct ends, 


iv. Fore/aft strut in hoop if required by drawing. 


d. Material lists complété. 
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II 


' 
CARGO BASKET BODY FABRICATION - COMMON 
Complété 
^ 
(initial or SCA #) 


e. Tag complété basket body assembly in préparation for powder coating. 
12. Powder Coating 


a. Parts are to be powder coated white in accordance with commercial practices. 


b. Record powder coating PO. 


c. Inspect powder coating on receiving. 
d. Tag basket body assembly and place into stock in préparation for assembly. 
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CARGO BASKET HOOP FABRICATION - 76422 


General 


These instructions apply to cargo basket forward attachment hoop 76422-01. Refer to the following drawings, 


at the current revision, for dimensions and détails: 


76421, Revision G - 
Hoop 
76422, Revision G-Attachment Hoop 


Work Order: 
Complété 


(initial or SCA #) 
Date Open: 
^He> 


1. Machining 
/I 


a. Start with 76421-Gl hoop as stock. 


b. Setup manual milling machine with standard steel vise jaw, with a backup bar to prevent the 
hoop from deflecting while cutting. Set XY G on far, right edge of hoop (end of hoop). Shift X 
along hoop G.75" and set X G. 


c. Using 5/8" (G.625) end mill, mill into side of tube in accordance with drawing. Apply a few drops 
of Rapid-Tap cutting oil to each location before milling. 
d. Wipe or blow off cutting oil and de-burr with scotch-brite dise on die-grinder. 


e. Tag in process hoop(s) and place into stock. 


2. Welding 
A 


a. Attach two 69823-G2 lugs to 11" spacing jig using 3/8-24 boit. Align lugs to slots in hoop 
prepared in step 1. above. Centre bolts on hoop. 


b. TIG weld lugs into hoop. Weld ail around both lugs. 


c. Record lug and welding rod PO/WO on attached material list. 


d. Tag in process hoop(s) and place into stock. 


3. Finishing and Inspection 


a. Run 3/8-24 tap through welded lugs. 


b. Inspect hoop for conformity to drawing. 


c. Tag complété and inspected hoop(s) and place into stock. 
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Work Order: <9^1^ 


Date Qpened: <.3- nJft 


Matériel Tracking Sheet 
Eurocopter AS350 / AS355 
Hoop Fabrication 


1 of2 


Ass'y Step 
Qty 


Détail 
Drawing 
Part Number 
Description 
Matériel 
PO/WO 


Step 1 
76421-01 
Hoop - standard 
4130 Steel, 
x 0.035 Sqr. Tube 


Step 1 
76421-01 
Hoop - with handie provisions 
4130 Steel, 
x 0.035 Sqr. Tube 


Step 2 
Welding 


84262 
84272-01 
Bushing 
4130 Steel, 5/16" x 0.058 Rnd. Tube 
A#. 
AIR 
Weldjn§-Rgd'~^ 
ER70S-2 


Step 3 
Inspection 
None 


A 
7^6??-ni 
Hoop - attachment (forward) 


Step 1 
(k I 
Fabrication 


1/2" Tube - hoop 
4130 Steel, y/ x 0.035 Sqr. Tube 


Step 2 
Welding 


69823-02 
Lug 
1018 Steel, 5/8" Rod 


A/R 
Welding Rod 
ER70S-2 


Step 3 
Finishing and Inspection 
None 


Work Order: 


Date Qpened: 
'Rr6 


Material Tracking Sheet 
Eurocopter AS350 / AS355 
Médium Basket Body Fabrication 


1 of2 


Ass'y Step 
Qty 


Détail 
Drawing 
Part Number 
Description 
Material 
PO/WO 


76411-01- 00- 
Basket Assembly 
(-01 RM, -02 LH) 


Step 1 
Rim Assembly 


.2 
— 
3/4" Tube - Long Rim (75.75") 
4130 Steel, 'A" x 0.035 Sqr. Tube 
IS072, 
.2 
— 
3/4" Tube-Short Rim (22.5") 
4130 Steel, Va" x 0.035 Sqr. Tube 


Step 2 
Weld Rim Assembly 


. A/R 
— 
Weiding Rod 
ER70S-2 TIG Rod 
/HOOS' 


Step 3 
Inspection - RIm 
None 


Step 4 
Frame Assembly 


.2 
76421-01 
Hoop - standard 
4130 Steel, y/ X 0.035 Sqr. Tube 


. 1 
84262 
76421-01 
Hoop - with handie provisions 
4130 Steel, y/ x 0.035 Sqr. Tube 
12 


. 1 
76422-01 
Attachment Hoop (forward) 
5f 


. 1 
76423-01 
Attachment hoop (aft) 


.4 
— 
1/2" Tube - spine 
4130 Steel, y/ x 0.035 Sqr. Tube 


. 1 
— 
1/2" Tube-strut 
4130 Steel, y 
x 0.035 Sqr. Tube 
iHOli 


Step 4.g. 
70406 
70406-01 
Option: Front End Cutout 


70406-03 
1/2" Tube 
4130 Steel, y/ x 0.035 Sqr. Tube 


70406-04 
1/2" Tube 
4130 Steel, yz" x 0.035 Sqr. Tube 


Step 5 
Weld Frame Assembly 


. A/R 
„ 
Weiding Rod 
ER70S-2 TIG Rod 
li-ioos' 


Step 6 
Inspection - Frame Assembly 
None 


Step 7 
Mesh Assembly 


. 1 
~ 
Mesh (Body - 48" x 75") 
3/4-16F Expanded Mild Steel sheet 
I5037 
.2 
Mesh (End - 22" X 17") 
3/4-16F Expanded Mild Steel sheet 
/ 5 
057 


Work Order: 


Date Opened: 
^I(p 


Material Tracking Sheet 
Eurocopter AS350 / AS355 
Médium Basket Body Fabrication 


2of2 


Détail 


Ass'y Step 
Qty 
Drawing 
Part Number 
Description 
Material 
PO/WO 


Step 8 
Weld Mesh 


.AIR 
~ 
Welding Rod 
ER70S-6 MIG Wire 
(PC^ /50S9 


Step 9 
Weld Basket Components 


. 1 
49215-01 
Spacer (Lid prop) 
304 Stainless Steel, Yz" Dia. 
2.0/5' - 


.AIR 
— 
Welding Rod 
ER308L TIG Rod 
02. 
^ 


Step 9.b. 
. 1 
Cap 
1018 Mild Steel, 0.032" Sheet 
2.47/f 


.AIR 
— 
Welding Rod 
ER70S-2 TIG Rod 
J H O O S' 


Step 10 
Clean Up 
None 


Step 11 
Inspection - Final Assembly 
None 


Step 12 
Powder Coating 


OOJTYP, 4 PLACES 
(02 
Aa INTERSECDONS ON SHNES 


t. t>c wcmr «cws » 
loe «ao «soi 
hunust h 


DESCRIPTIOW OF CHANGE 


iwmw.wriàlivin 
a 
i.n er tcann tw dmw 
M im U5t « 
mais, v ta wuit et wt fq»i»»i taiTim towt 


wmAL ISSUE 
ADOeO IH ASSCMBIY 


CtWTRC MCOP MCA^; jPACER (07> MOV^D; CAP <10] AODED 
ll/07/âou 


/-<§) 
EVERY INTERSECTION ON RM \ 
/ 


A®—^ 


nRSÎ s INTERSECTIONS OONN 80TM SECS 
CVERY SCOND INTERSCCTION AHER 
TYPICAL. HIODLE HOCPS 
EVCRT INTERSCCTION ON END HOQPS 


DRU 1/2 (O S) HTO OUTSWE OF TUEE 
MSERT SPACCR OTEU 09) AND «CLD M PLACE 
Omi 19 (0.196) TNROUCN 


18.13 REF 
18.38 REF 
18.00 
17.8 R^ 
06^ l- 
18.5 


3 PLACES 


18.88 


37.75 


EVERY INTERSCCTKM ON StRUT 


EVERY INTERSECTION ON END HOOP 


TYPICAL 


DETAIL A 


56.250 - CENTRE TO CENTOE ON LU<^ 


:i'i 
1 BASKET BODYASSEMBLY - RH 


SHOWN 


basket BODY ASSEMBLY - LH 


OPPOSITE 


NOTES; 


1. RENOVE AU BURRS AND BREAK SHARP EOCES. 
2. PRIOR TO «ELOWC. ORIU |3D (0 129) ^NT HOLCS M ASSEUe.V TOR VCNÏÏNC OF «CLD CASES. 
«IMEN ASSEMBLY 15 COMPLETE, FILL ALL EXPOSED VENT HOLES ««TM ROSETTE WCU). 


3. «CLDING OF «130 STEEL TO BE COUPLCTEO BY CTAW UETHOD TO AUS 288SC. 


4130 ANO T018 STEEL- «ELOING ROO SHALL CONFORM TO ER70S-2 OR EOUIVALENT. 


STAMLESS AND 4130 STEEL; «I0.DINC ROO SHAU CONFORM TO ER308L OR COLIIVAl£NT. 
^INSTAU ITEM 8 (6AS(ET HANOLE PROVISIONS ASSEMBLY) M ACCOROANCE 
A£RO OCSICN LTD. 
ORAWNG 84262 BEFORE «lELDMG HOOPS TO RIM. 


STRUT MEHBER ON FWD BVD OF BASKET ONLY. 


6. riNiai; THOROUCHLY aEAN AND P0«DO9 COAT BASKET ASSEMBLY. 


-01-02 -01-01 


3/4 - ISF' 


76411-01-02 
76411-01-01 


eA9<ET MAfttLE PROVtaONS ASSEMBLY 


ATTACHMENT HOOP 
ATTACHMENT HOOP 


BASKET BOPY ASSEMBLY - LH 
BASKET BODY ASSOiBLY - RI- 


4130 STEEL COND. H 
4130 STEEL CONO I 


0.5 X 0.035 SQR TUBE 


HATERIAL SPEC 


0-5 X 0.035 SQR TUBE 
0.75 X 0.035 Sût TUBE 


UST OF MATERIALS 


E. 8URC0IN 


UNLESS OTHERWSE SPECfflED 
OMENSONS ARE m INCHES. 
TOLERANCES ON; 
OEOMALS 
ANGLES 
X.>tXX ±0.010 
±1/2" 
x« ±0.03 
X.X 
±0.1 


AERO DESIGN LTD. 


EUROCOPTER AS350 & AS355 SERIES 
OUICK RELEASE CARGO BASKET 
BASKET BODY ASSEMBLY (MEDIUM) 


SKET 1 OF 1 
Al 
76411 


4 (ASSSO) 
>3.0 (2068) 


3.9 REF (AS390) 
4.8 REF (2066) 


S.3 lier (AS3S0) 
7.7 
(2066) 


. 
."SîTrBarsTBreTarimnBSTE-TieOTKTa 
afek4iainK*RDMMTiHMeti«iiux>r0twMrKiu«e«iHauTBc«noioomf4F«w«iMii«. hk 
" 
*6 «wMî «acs 10 lOfl un mw 
i» i—tiw ww tu ug. w inwt g as am" 
DESCyPHON OF qiAWGE 
Srâ 


fcPO BELL 208B 
Moorr oPEwwc 
TITLE SLOCK UPpATED; LOWC/EItTR* LABCE COWngURATIOM *00B> TQ SHT. 2 


Ms 
l 


t. THIS ORAWNG IS AN 0P7I0NAL CONnOURATION FOR THE FORWARD END ONLY. 
iCMAINDER OF BASKET IS TO B£ M ACCOROANCE WTX THE FOUORMC ORAMN& 
EUROCOPTER AS390/AS395: 76411 (MEOHJW) OR 77811 (SHORT) 
eaL 2066: 80211 CR 80311 


REWOVE AU. BURRS AND BREAK SHARP EOGES 


4. DRU |30 (0129) HOLES TO VENT TUBES 1NT0 BASKET HOOP AND/OR RM. 
«RCN ASSEUBLY IS COMPLETE. niL AU. EXPOSEO VENT HOLES W1H ROSETTE «CLO. 
6 THOROUCHLY CLEAN AND POM)ER COAT BASKET 9J6-ASSEM8UES PRIOR TO ASSEMBLY. 


1 
3/4-t6r 05 UESH 
ULO STEEL 
COMMERCIAL 


1 
70406-04 04 
TUfiC 
4130 STEEL COND. N 
ML-T-6736 
0.9 X 0039 WALL TUBE 


I 
70406-03 0} TUBE 
4130 STEEL CONO. N 
MlL-T-6736 
0.9 X 0.039 WALL TUBE 


1 
SEE NOTE 1 02 BASKET 800Y ASSEkOLY 
s 
70406-01 
01 
BASKET BODY ASSEMBLY - HOOlFieO FORWARD EtO 


01 
PART NO. 
iTCb 
ksouption 
MATERIAL 
MATERIAL SPEC 
STOCK S1ZE 


QTY 
UST OF MATERIALS 


(m) BASKET BODY ASSEMBLY 


e. BURCom 


UNIESS OTHERWSE SPEOnED 
OiUENSIONS ARE IN INCHES. 
TOLERANCES ON: 
OECNALS 
ANGLES 
X.XXK ±0.010 
±1/2' 
K.xx 
±0.03 
X.X 
±0.1 


AERO DESIGN LTD. 


QUICK RELEASE CARGO BASKET 
OPEN FORWARD END MODinCATiON 


SHEET 1 OF 2 


cm SIC 
Al 
70406 


M 
UMB aim 
Mi Mw wam 
tm wftrKnme mur «c mto «Mor « u» ona> im r Kann na win 
wuwm. ne «(voit Mas n 
mcu wn tnai m wwa 
ne* ne usl c* imL v ms wme 
I wc mcwmwi coma «oni 


OESCRIPnON OF CHANGE 
NITIALS 
WIHAL ISSUE 
tinl Hôtx uMATEb: V&JT Hôte AD6ëD; NOTE 2 RCUOVCD. i udvCO tÔ i 
BJC 
I1I/07/20U 


VIEW A-A 


SCALE I : 1 
TVPICAl. 2 PLACES 


au m 
It.OOO 


N01ES 


I. RDIO^ AU. 6URRS AND BREAK 94ARP CDCeS. 
wa M| 
(0.«29) nwu 
0.312 DEEP 
2. «CLOMG OP 4130 STEa TO 8C COUPlCTEO BV CTAW MTTHOO TO AMS2W9C. 
«CLOINC ROD SHAU CONFORM TO AUS ER70S-2 OR E0U1VAL£NT 
BCFORE ASSEMBLV 
TYP. 2 PlAas 


DRU. #30 (0.129) THRU 
1«NT HOLC (RCF) 
SM23-02 03 LUC 
70421>01 02 HOOP 
79422-01 01 ATTACMUENT HOOP ASSOCLY 


WATERIAL SPCC 
STOCK SOE 


AERO DESIGN LTD 
R. RATHWELL 
geSSA UAUSPtNA ROAO 
ponu. RIVBR. BC. CANADA. VSA OG3 
«M-OT* 
E BURGOm 
@ATTACHMENT HOOP ASSEMBLY 


SCALE 1 : I 


UMLESS OÎHERWSE SPEOnCD 
DIMENSIONS ARE M WOCS. 


TOL£RANC£S ON: 
OECIMALS 
ANGLES 
X.«X ±0.010 
±1/2' 
±0.03 
±0.1 


EUROCOPTER AS350 &AS355 SERIES 
QUICK RELEASE CARGO BASKET 
AHACHMENT HOOP ASSEMBLY 


